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nto TC gUPPl.Y ISSTBUr TION APPARATUS 

BACKGROUND THE IWVEWVIOll 
1. Field of the Invention 

The present invention relates to apparatus for 
giving Instructions for the supply of parts fro. a parts 
supply factory to an asseitbly factory, hereinafter termed a 
?parts supply instruction apparatus". 

2. Description of the Prior Art 

There are three established systems used for the 
supply of parts from at least one parts supply factory to at 
least one assembly factory in the car manufacturing 
industry, namely, a -sup?ly-on- schedule- system, a 
-supply-on-parts-consu«ption- system often called a -Kanban" 
system, and a -supply-in-order" system. 

The -supply-on-schedule- system is a parts supply 
system according to which a parts supply schedule, including 
instructions relating to the type of part, the number of 
parts, a supply date, etc.. is preliminarily made on the 
basis of a monthly car production schedule at the assembly 
factory. The parts supply schedule is given to the parts 
supply factory beforehand so that the parts can be 
manufactured -ell in advance, even though the actual parts 
supply is performed according to a fixed order which is 
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given to the parts supply factory only a few days before the 
actual assembly operation utilizing the respective parts. 

The "Kanbari" system is a parts supply system 
according to which a parts supply order is made at the 
assembly factory on the basis of the actual consumption of 
parts thereat and is issued to the parts supply factory in 
the form of a card called a Kanban so that the same type and 
number of parts as are consumed, are supplied to the 
assembly factory "just in time" for thsir assembly into a 
car on the assembly line. The "Kanban" is conveyed back and 
forth between the parts supply factory and the assembly 
factory by a delivery truck together with a pallet for 
housing the respective parts. 

The "supply-in-order" system is a parts supply 
system, according to which an order for the parts required 
for assembly into a respective car is issued by the assenbly 
factory to the parts supply factory when the car is actually 
brought onto the assembly line so that the ordered parts are 
supplied to the assembly line before the car is conveyed tc 
the respective positions on the assembly line where the 
parts are to be assembled into the car. In the 
"supply-in-order" system, the order in which the parts are 
supplied corresponds to the order in which cars are brought 
onto the assembly line, so that the order of supply of parts 
is thereby determined autcnnatically. 
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Recently, a need hab arisen to be able to select 
from a plurality of the above-de scribed three parts supply 
systems so that production can be performed in the most 
effective manner. However, problems, as described below, 
have arisen in dieve loping an apparatus capable of sucn a 
flexible selection. 

Firstly, since the above-described three parts 
supply systems are independent of each other, a parts master 
file which records the parts specifications, control 
devices, e.g« sensing means, and an operating computer, 
dedicated for operating one system can not be used to 
operate any of the other systems. 

Secondly, in order to change from one system to 
another system, the parts masver file of the first system 
must be greatly changed in order to render it suit*abl>2 for 
use in operating another one of the systems. Such a radical 
change will necessarily be accoiupanied by errors even if 
such modification is possible at all. 

Thirdly, if each assembly factory were to be 
provided with all the different types of parts master files, 
sensors, and computers for the purpose of enabling 
changing-over bet%reen the systems, the cost increase would 
be unacceptably high. 
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An Object of the invention is to provide a parts 
supply instruction apparatus vherein the parts supply systen 
► o be operated by the apparatus can be readily selected frca 
a plurality of different parts supply systeas. 

Another object of the i-.vention is to provide a 
parts supply instruction apparatus wherein change-ov« frca 
one operatino parts supply systea to another is sufficiently 
ipie that the likelihood of errors occurring as a result 
f the change-over, is. virtually eradicated. 

Another object of the invention is to provide a 
parts supply instruction apparatus, wherein a plurality of 
different parts supply systems which can be operated by the 
apparatus are devised to incorporate coBBnon features so as 
to ninimize the cost of the apparatus. 

The above-described objects can be attained by a 
parts supply instruction apparatus in accordance with the 

present invention. 

A parts supply instruction apparatus, according t 
one einbodiment of the invention , for giving instructions f= 
the supply of parts from at least one parts supply factory 
to at least one assembly factory, includes: 
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A production schedule system for providing a parts 
supply schedule for an object assembly factory on the basis 
of a presxuned car production schedule; 

a parts information system, provided at the 
assembly factory » for providing information about the 
consumption of parts at the assembly factory, the parts 
information system including a first sensor for detecting 
the consumption of parts at the assembly factory; 

a car information system, provided at the assembly 
factory, for providing information about each car brought 
onto an assembly line of the assembly factory, the car 
information system including a second sensor for detecting 
the type of car passing the second sensor; 

an order issue managing system for scanning a 
parts master file to extract required data therefrom 
relating to parts to he ordered on the basis of information 
fed to the order issue managing system from the production 
schedule system, the parts information system and the car 
information system; and 

a received order managing system, provided at an 
object parts supply factory, for receiving orders for parts 
issued by the order issue managing system and transmitted 
via a communication network and for printing out the 
required data relating to the ordered parts. 
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SlncG the above-described apparatus incorporates 
the aforepaid three parts supply systems and the order issue 
managing system is connected to the three partt cupply 
systems, the parts supply system can be changed from one 
system to another system by adjusting the order issue 
managing system. A change-over operation which comprises 
changing a designation parameter in the parts master file-, 
is so simple that it will rarely result in any error 
occurring in practice. The production schedule system, the 
parts information system and the cat information system do 
not need their own separate computers for producing the 
parts order issue data, since the data for any one ox the 
systems is produced by the ccsiputer of the order issue 
managing system. As a result, the cost of the apparatus is 
not significantly increased. 

BRIEF DESCRIPTION OF THE DRAWINGS 
The above and other objects, features and 
advantages of the present invention will become more 
apparent and will be more readily appreciated from the 
following detailed description of the preferred embodiments 
of the invention taken in conjunction with the . accompanying 
drawings, in which: 
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FIG. 1 i« • system diagram ->f a P^tta supply 
ir.stru':tlon apparatus according to a llrst embodiment of the 

presi^nt invention; 

PIG. 2 Is a block diagram representing the order 
issue managing system of the parts supply instruction 

apparatus of FIG. I; 

FIG. 3(1) is a table illustrating one example of 
the contents of a parts master file stored in a host 
coDDUter and used in common for any one of a plurality of 
parts supply systems selected for the operation of the parts 
supply instruction apparatus of FIG. 1; 

FIG. 3(2) is a table illustrating one example of 
the contents of a monthly production schedule for use when a 
production schedule system is selected for the operation of 
the parts supply instx-uction apparatus of FIG. 1; 

FIG. 3(3) is a table illustrating one example of 
the contents of an order time list for use when a parts 
information system is selected for the operation of the 
parts supply, instruction apparatus of FIG. 1; 

FIG. 3(4) is a table illustrating one example of 
the contents of a concordance table between car 
specifications and corresponding part codes, for use when 
the order issue managing system is selected for the 
operation of the parts supply instruction apparatus of FIG. 
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PIG. 4 is a block diagram of a received order 
managing system of the parts supply instruction apparatus of 
FIG. 1; 

FIG. 5 is a front elevational view of a Kanban for 
use when the parts information system is selected for the 
operation of the parts supply instruction apparatus of FIG. 
1? 

FIG. 6(1) is a flow chart for the production of 
order issue data for use when the production schedule system 
is selected for the operation of the parts supply 
instruction apparatus of FIG. 1; 

FIG. 6(2) is a flow chart for the production of 
order issue data for use when the parts information system 
is selected for the operation of the parts supply 
instruction apparatus of FIG. 1; 

FIG. 6(3) is a flow chart for the production of 
order issue data for use when the car information system is 
selected for the operation of the parts supply instruction 
apparatus of FIG. 1; and 

FIG. 6(4) is a flow chart for changing a 
designation parameter in the order type column of a parts 
master file when a parts supply system is changed to another 
such system, for the operation of the parts supply 
instruction apparatus of FIG. 1. 
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r^t^u<,t.r.a ngSCRIPTTOM OF TKE PR EFERRED EMbODIMEWTS 
AS Illustrated in FIG. 1, at least ona car 
assembly factory 10 and at least one parts supply facton' 20 
are electrically connected to each other via a conmunlcation 
network 30 such as a network of transmission wires. For 
each assembly factory IC. there are provided a production 
schedule system 11, a parts information system 12. a car 
information system 13 and an order issue managing syst^ 14 
which is electrically connected to the three systeics 11. 12 
and 13. The order issue managing system 14 is electrically 
connected to a host computer 15 located at the assembly 
factory 10. The production schedule system 11, the order 
issue managing system 14 and the host computer 15 may be 
located at a control center of the car manufacturinv company 
separate from the assembly factory 10 and the parts supply 
factory 20. 

The production schedule systaa 11 generally 
corresponds to the priur art schedule supply syst««. A 
parts supply schedule 17. as shown in FIG. 3(2) is produced 
by the production schedule system 11 on the basis of a 
monthly car production schedule and is electrically 
transmitted to the order issue managing system 14. The 
monthly parts supply schedule 17 is a presumed schedule, 
which is changeable. The presumed schedule is sent to the 
order issue managing system 14 and to the parts supply 
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lactory 20 a certain period of time, for example one month, 
before actual assembly is 4ue to take place at the assembly 
factory 10. Therefore, th-s preparation of the required 
parts at the parts supply factory 20 can be s»oothly 
regulated. The order issue managing system 14 produces a 
finalized parts supply schedule on the basis of the presumed 
schedule. The finalized schedule is sent to the parts 
supply factory 20 a few days, for example three days, before 

assembly takes place. 

The parts information system 12 incorporates an 
element, namely a sensing device, of the prior art Kanbar. 
system. The parts information system 12 includes a sensor 
12e for sensing the consumption of parts, as they are 
assembled into a car on the assembly line. Usually, a 
plurality of parts are housed in a pallet '2a to which a 
parts indication card, called a Kanban, 12b is attached. 
All the required data is printed on the Kanban 12b in the 
form of a bar code 1 2c- When a part is extracted from the 
pallet 12a, the bar code 12c printed on the Kanban 12b 
attached to the pallet 12a. is read by the sensor 12e. which 
is a particular type of bar code reader. Tne output signals 
oi the sensor 12e indicate what types of parts have been 
consumed at the assembly line and what types of parts should 
be supplied to the assembly line of the assembly factory, 
the number of the parts to be supplied, and the time when 
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the parts must he supplied to the assembly line. The output 
signals are electrically sent from the bar code reader to 
the order issue i. anaging system 14. 

The car infomation system 13 incorporates one 
element, namely a sensing device, of the prior art 
"supply-in-order* system. The car information system 13 
includes a sensot 13a, such as a camera or a card reader,, 
capable of detecting the type of a car, or detecting the 
specification of a car, passing the sensor. The sensor 13a 
is disposed at a particular portion of the assembly line, 
for example at an entrance portion of the assembly line, so 
as to detect each car passing the sensor. The output of the 
car information system 13 is transmitted to the order issue 
managing system 14. 

The order issue managing system 14 incorporates 
the computer sections of the prior art •supply-on-schedule* 
system, the "Kanban" system, and the "supply- in-order" 
system. The order issue managing system 14 includes a 
computer which, as shown in FIG. 2, comprises an input 
interface 14a, a central processor unit 14b, a memory 14c 
including a read only memory and a random access memory, a 
setting device 14d, a display 14f , and an output interface 
14g* The order issue managing system 14 may be electrically 
connected to a host computer 15 which is located at the 
assembly factory 10 or at a control center separate from the 
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assembly factory 10 and the parts supply factory 20. The 
or'ler issue managing system 1 4 or the host computer 15 
stores a parts master file 16. ^ 

The order issue manaaing system 14 is adapted to 
produce order issue data relating to parts to be ordered, on 
the basis of information received from the production ' 
schedule system 11, the part information system 12 and the 
car information system 13. In the prior art, each of the 
different types of part supply systems is provided with a 
respective computer and parts file which are independent of 
those of the other systems. In contrast, according to the 
present invert ion, each such system is provided with only a 
sensor and/or an information providing device, and the 
formation of order issue data for each system is performed 
by a COTonon order issue managing system 14. This means that 
the computer sections of the three different types of parts 
supply systems etre replaced by the single computer of the 
order issue managing system of an apparatus according to tbe 
present invention and therefore a cost saving is made 
possible. Furthermore, in prior art systems, each computer 
needs its own parts file, whereas, in apparatus according to 
the invention, a single parts master file 16 can be used in 
common for the three systems and the parts master file 16 is 
stored in the computer of the order issue managing system 14 
or the host computer 15- 
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Thc order issue data to be produced by the order 
issue mai;aging system 14, includes an order type, a part 
code, an assembly series number, a parts supply factory 
code, the number of parts to be supplied, an asseiabiy 
factory code, a supply date/time, the number of parts housed 
in one pallet, and an order series number. Cyclic series 
numbers, for example, 00001 - 99999 are used for the order 
series numbers. This order issue data is stored in the 
memory 14c. In this instance, the order series namber is 
used as a key for storing the data. 

Of the order issue data, the order type, the parts 
supply factory code, the assembly factory code, the supply 
date/time, and the number of parts housed in one pallet are 
registered in the parts master file 16 on the basis of the 
part code as shown in FIG. 3(1) and are stored in the 
computer of the order issue managing system 14 or the host 
computer 15. The parts master file 16 further includes 
information abcut the number of delivery truck conveyances 
between the factories and the lead time necessary for supply 
of the respective parts. 

The designation parameters -1", "2" and "3- in the 
order type column of the parts master file 16 have the 
following meanings: 

n^u a supply in accordance with the 

"supply-on-schedule" system; 
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"2" — - a supply in accordance with the "Kanban" 
system; and 

^2* a supply in accordance with the 

"supply- in-order" system. 
An operator can chanoe the designation parameter 
in the order type column using the setting device 14d, More 
particularly, as illustrated in FIG. 6(4), an operator can 
alter the order type merely by changing the designation 
parameter at step 641, This alteration is very simple and 
is unlikely to lead to any errors being made. Since an 
order type is usually determined on the basis of respective 
parts supply and assembly factories, the parameters inserted 
in the order type column are predetermined. However, when 
an operator wants to change temporarily the supply order 
system, the operator can change the order type in accordance 
with the procedure shown in FIG. 6(4). 

In the order issue managing system 14, the order 
issue data is produced in accordance with the respective 
parts supply systems as follows? 

Data formation in the cases of the "schedule 
supply system" is performed in accordance with FIG. 6(1). 
The monthly production schedule 17 (see FIG. 3(2)) which is 
received from the production schedule system 11, is read at 
step 611. The monthly production schedule 17 includes the 
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number of pallets housing a plurality of similar parts which 
will be consumed every day of the month with respect to 
every part code. For example, the monthly production 
schedule 17 shows that three pallets should be supplied to 
the assembly factory by April 4 with respect to the part 
with the part code -47810-22050". Since one pallet includes 
five parts according to FIG. 3(1), fifteen parts should be 
supplied to the assembly factory 10 by April 4. 

At step 612, all the part codes having the order 
type parameter "1", which corresponds to the 
"supply-on-schedule" system, are scanned and extracted from 
the parts master file 16. At step 613, information about 
the number of the ordered parts, the supply date/ time, the 
order issue date of each extracted part code, is displayed 
on the display a4f of the computer of the order issue 
managing system 14. In this connection, the following 
relationships exist between such information: 

Number of ordered parts « the presumed number of parts 

consumed; 

Supply date/time = pres\jmed date/time of consumption; 

and 

Order date = supply date - supply lead time 

« supply date - (supply lead time) / (numbers 
of truc)c conveyances per 
day) . 
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For example, with respect to the part code "47810-22050* / 
the supply date is April 4, while the order date is April 
because the supply lead tine is four (see FIG. 3(1)) ar.d ti:e 
number of truck conveyances per day is two (see FIG. 311)). 
This means that the order has to be issued two days prior to 
the supply date. 

Step 614 investigates whether or net the displayed 
data naeds ' -. be modified. In a case where it is judged 
that some mo». if icaticn is necessary, when the stoc)c at the 
assembly factory and the production ability of the parts 
supply factory is taken into account, the data to be 
modified, for example the number of the parts to be ordered, 
is modified at step 614 using the setting device 14d. The 
data including the modified number of parts to be ordered is 
stored in an issue data file at step 616. 

Then, at step 617, the computer scans all the part 
codes with the order type "1"" rnd determines the part codes 
which have arrived at the order issue date, by utilizing the 
timer 14e. For each of the part codes so determined, the 
data concerning the order type, the parts factory code, the- 
assembly factory code, and the numbev of the parts to be 
housed in one pallet. Is extracted from the parts master 
rile 16, and then an order series number is given to the 
part code, to produce order issue data. The order issue 
data, which is not presumed data but finalized data, is sent 
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via the communication network 30 to respective parts supply 
factories 20. The issued orders are registered in an 
issued orders register xile at step 618, and then at step 
619, the registered data is deleted from the memory 14c. 
The finalized data is usually transmitteU three days prior 

to the actual consumption of the parts : the assembly 

factory 10. 

The production of the data required for the 
-Kanban- supply system is carried out in accordance with 
FIG. t(2). The order issue ti=ie list 13 (see FIG. 3(31) for 
parts to be supplied in accordance with the "Kanban- supply 
system is stored beforehand in the memory 14c or the host 
computer 15. At step 621, information receiived from the 
parts information system 12 is read. Step 622 determines 
whether or not the order type parameter of the object 
part code is "2". If the order type parameter of the 
part coda is "2"; the routine proceeds to step 623 and the 
Kanban information is stored in a Kanban file. Then, step. 
624 determines whether or not the part code has come to the 

order '.ssue time. 

When the part code is determined to have come to 
the order issue time, the routine proceeds to step 625 where 
the number of the part codes which have been stored in the 
Kanban file during the period of time from th-s previous 
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order issue time to the present time, is counted and the 
number is deemed to be the number of parts with the part 
rode to be ordered. 

The supply date/time is calculated at step 625 by 
adding a supply lead time to the order issue date/ time. 
Then, at step 627, order issue series numbers are given to 
the part codes, so that the order issue data is produced. 
The order issue data is sent to the corresponding parts 
supply factories 20 via the communication network 30, Then, 
at step 628, the issued order data is stored in an issued 
order file and then tha data is deleted from the memory 14c 
at step 629. 

In a case where the information transmitted from 
the parts information system 12 includes only the part 
codes, the parts master file 16 is scanned, and the required 
data including the parts supply factory code is extracted 
therefrom so that the order issue data is produced on the 
basis of the extracted data. 

The production of data for the "supply-in-order" 
system is performed in accordance with FIG. 6(3). Car 
information is issued every time a car is brought onto the 
assembly line of the assembly factory 10. The car 
information includes a car specification indicating the kim 
of the car and the assembly series number therefor. The 



2027639 



-19- 



in .he car. Since it is necessary to ch.n,e the car 
specification into the corresponain, part codes. . 
concoreance table 19 Csee FIG. 3(4„ ,ivin, the 
.orresponain. part codes .or operation in ^^^^-- ^..r 
.he .suppxv-in-oraer. system, is storea in the host c«»puter 

At Step 631. the car information sent fro« the 

^ !■» receivea by the order issue 
-suFPly-in-oiaer- system 13 is receive y 

. A including the order type 3 , tne 

and the required data inciuaxng 

-.^ ^-ho assembly factory code 
p„« •" \ 

J. „ ... - - '-'Z. 

»,.r of the parts housed in a pallet, 
in the colunm of the number of the p 

ana number -1" is inserted in the column of the nun^r^of 
. pi to be supplied, .he order issue aat.aesi,natea^..an 
..aer issue series number, is sent to the ™- » 

IV factory 20 via the communication network 30. 
parts supply factory 

»^ data is storea in the issuea oraer 
At step 634. the issued data is s. 



file. 
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AS described above, order issue data is produced 
in accordance vith the type of parts supply system being 
operated. Each parts supply factory 20 is provided with a 
received order managing system 21 which receives the orders 
issued from the order issue managing system 14. As 
illustrated in FIG. 4. the received order managing system 21 
includes an input interface 21a, a central processor unit 
21b. a Kanban printing-out device 21c. a part delivery bill 
printing-out device 21d. a production instruction bill 
printing-out device 21e. a memory 21f, and a setting device 
21g. 

For example, ir. the case of the Kanban supply 
system, the received order managing system 21 receives the 
order issue data from the order issue managing system 14 and 
prints-out a Kanban for each part code. 

PIG. 5 illustrates one example of the contents of 
a Kanban 12b. The Kanban 12b includes an order type column 
12b-l, a part code column 12b-2. an assembly factory code 
column 12b-3. an assembly factory name colunm 12b-4, a 
supply date/time column 12b-5, a column 12b-6 for indicating 
the number of parts housed in one pallet, a simplified part 
number column 12b-7. a parts supply factory code column 
12b-8, and a parts supply factory name column 12b-9. For 
example, the parameter •2« inserted in the order type column 
12b-l indicates that the current parts supply system is a 
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"parts information- system. The part code "47810-2243- 
inserted in the part code column 12b-2 indicates that the 
object part to be handled is the part with a part code 
number "47810-2243". The assembly factory code"2B5-2" 
inserted in the assembly factory code column 12b-3 indicates 
that the assembly factory where the object part should be 
supplied has a code number "2B5-2". The assembly factory 
name "TOYOTA FACTORY" is a name of the assembly factory 
corresponding to the code "285-2".. The information 
inserted in the supply date/time column 12b-5 indicates that 
the object part is conveyed to the assembly factory et 22.10 
on April 4. Number "5" inserted in the column 12b-6 
indicates that five parts are housed in one pallet. The 
parts supply factory code "23159" inserted in the parts 
supply factory code column 12b-8 indicates that the parts 
supply factory which supplies the object part has a factory 
code "23159". The factory name "TOYOTA PARTS" in the parts 
supply factory name column 12b-9 is the name of the parts 
supply factory. This data is also printed in the form of a 
bar code 12b-10 on the Kanban. 

The operation of the production instruction 
apparatus will now be explained, 

in each assembly factory 10, production schedule 
information, or parts supply information, or car information 
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is selectively sent to the order issue managing system 14 of 
the assembly factory 10. The order issue managing system 14 
produces order issue data on the basis of such information. 
The order issue managing system 14 scans the parts master 
file 16 stored in the host computer 15 and extracts the 
required data from it. 

In accordance with the present invention, the 
master file 16 and the computer of the order issue managing 
system 14 are used in common for operation of all of the 
three part supply systems. The master file 16 has a 
standardized form which can be used for any one of the thrse 
parts supply systems. In contrast, in the prior art, each 
one of the three systems has its own computer and part 
master file which can not be used to operate either one of 
the other systems - 

The order issue data is sent to the corresponding 
parts supply factory 20 via the communication network 30. 
In contrast, in the part information system of the prior 
art, the Kanban is conveyed together with a corresponding 
pallet between the parts supply factory and the assembly 
factory by a part conveying truck. 

In the forgoing description, the apparatus 
includes three part supply systems, namely, a production 
schedule system 11, a parts information system 12 and a car 
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inf orniaticn systen. However, an apparatus acccrding to the 
invention nay include only two of such systems. More 
particularly, the parts supply instruction apparatus may 
employ only a procucricn schedule system and a part 
information system, cr only a production schedule system and 
a car information system, or only a parts information system 
and a car information system. Such embodiments should also, 
he understood to be included within the scope of the piresent 
invention. 

According to the present invention, the following 
advantages are obtained: 

Firstly, since the parts supply instruction 
apparatus includes a parts master file standardized for a 
plurality of parts supply systems, and an order issue 
managing system capable of selecting any one of a plurality 
of parts supply systems, the single patts supply instruction 
apparatus can be used in common for operating a plurality of 
different parts supply systems. 

Secondly, since the selection of one of the 
plurality of parts supply systems can be performed merely 
by changing a parameter inserted in the order type column of 
the parts naster file, such selection is very simple and is 
unlikely to cause any errors to occur. 
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Thirdly, each parts supply system does not require 
a large compister and since the computer of the ordet issue 
managing system is used in common for the operating the 
plurality of parts supply systems, the cost of the apparatus 
is minimized. 

Although some embodiments of the present invention 
have been described in detail, it will be appreciated by 
those skilled in the art that various modifications and 
alterations can be made to the particular embodiments shown 
without materially departing from the novel teachings and 
advantages of the present invention. Accordingly, it is to 
be understood that all such modifications arid alterations 
are included within the spirit and scope of the present 
invention as defined by the following claims. 
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The e-boai«ents of the invention 
«ciu.ive p^per^y or privilege 1. cl.i~d. are .etln«. 

r'""A perts supply instruction apparatus for «iv^ 
;structio::^ ^or the supply of P^-J^ ^ Z 
pert, supply £«:tory to at least one assembly factory. , 

^ sceaule syste. for proviUin, a parts ' 

supply schedule for an object asse-bly factory on the basir 
o* « Bzesuned car production schedule; , 
Of . Pxe--^^^^ ,nfor.ation system, provided^at the 1 

Hiv factory for providing information about the 
assembly «««=*°'^ / assembly factory, the parts 
consumption of parts at tne asw— i ^.^^ma 
ITcZLon system including « ^^^^^^^ '^^'^''^ 

the consumption of parts at the assembly factory. 

a car information system, provided at the assembly 
f«:tory. for providing information about each car ^ght 
1^1^ assembly line of the assembly factory, the car 
onto an as.emoxy „ detecting 

information system including a sacono 
♦h- «vDe of car passing the second sensor; 

^a^ order issue managing system for scanning part^ 
^ster file to extract required data therefrom "^^^^J^ 
. o«iared on the basis of information fed to the 

parts to be ordered on tne^ production schedule 

order issue managing system from the proo 
Lstem the parts information system and the c« 
ilfo^'tion system, sold order is^e management system 

^'^""''1' common computer for controlling the promotion 
schedule system, the parts information system and the .ar 

information 'y"*-' ^ standardized for the 
a coanon parrs Mswt 

^ ^ ,r »««em the parts information system 

production schedule «nrstem. t^ P^ ^^^^^ 

and the car information J^^^^^^'^esignation 
H»«F4rka a coluTO in which on oxoer ^yv^ 

is stored for each entry, and 
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a setting device for changing a present order type 
designation paraaeter to a different order type 
designation parameter* thereby changing a present parts 
supply system to another parts supply system corresponding 
to said different order type designation paraaeter; and 

a received order managing system* provided at an 
object parts supply factory, for receiving orders for parts 
Issued by the order Issue managing system and transmitted 
via a communication network and for printing out the 
required data relating to the ordered parts. 
2. A part3 supply Instruction apparatus, comprising: 

a prodik^tlon schedtale system for prlvlddLng a parts 
supply schedule for an object assembly factory on the. basis 
of a presumed car production schedule; 

a parts Information system* pro^'lded at the 
assembly factory* for providing Information about the 
consumption of parts at the assembly factory* the parts 
Information system Including a sensor for detecting the 
consumption of parts at the assembly factory; 

an order Issue managing system for scanning a 
parts master file to extract required data therefrom 
relating to parts to be orrlered on the basis of Information 
fed to the order Issue managing system from the production 
schedule system smA the parts Information system* said 
order Issue management system Including: 

A common ccx^uter for controlling the production 
schedule systea and the parts Information system* 

A common parts master file standardized for tne 
production schedule system and the parts Information 
system* the common parts master file having a column In 
whlc^ an order type designation parameter corresponding to 
the production schedule system or the parts Information 
system Is stored for each entry* and 

a seeing device for changing a present order type 
designation parameter to a different order type designation 
paraneter, thereby changing a present parts supply system 
to another parts supply system corresponding to ^ald 
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different order typo designation parameter; and 

a received order managing system, provided at an 
object parts supply factory, for receiving orders for parts 
Issued by the order Issue managing system and transmitted 
via a communication network and for printing out the 
required data relating to the ordered parts. 
3. A parts supply Instruction apparatus, comprising: 

a production schedule system for providing a parts 
supply schedule for an object assembly factory on the basis 
of a presumed car prod«ictlon schedule; 

a car Information system, provided at the assembly 
factory, for providing Information about each car brought 
onto an assembly line of the assembly factory, the car 
Information system including a sensor for detecting the 
type of car passing the sensor; 

an order issue managing system for scanning a parts 
master file to extract required data therefrom relating to 
parts to be ordered or the basis of information fed to the 
order issue managing system from the production schedule 
system and the car information system, said order issue 
management system including: 

a common computer for controlling the production 
schedule system and the car information system, 

a common parts master file standardized for the 
production schedule system and the car information system, 
the coBm«n parts master file having a column in which an 
order type designation parameter corresponding to the 
production schedule system or the car information system is 
stored for each entry, and 

a setting device for changing a present order type 
designation parameter to a different order type designation 
parameter, thereby changing a present parts supply system 
to another parts supply system corresponding to said 
different order type designation parameter; and 

a received order managing system, provided at an 
object parts supply factory, for receiving orders for parts 
issued by the order issue managing system and transmitted 
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via 8 coaaunication network and for printing out the 

required data relating to the ordered parts. 

4, X parts supply instruction apparatus, comprising: 

a par"ts information system, provided at the 
assembly factory, for providing information about the 
consumption of parts at the assembly factory, the parts 
information system including a first sensor for detecting 
the consuinption of parts at the assembly factory; 

a car information system, provided at the assembly 
factory, for providing information about each car brought 
onto an assembly line of the assembly factory, the car 
iknformat:ion system including a second sensor for detecting 
tiie type of car passing the second sensor; 

an order issue managing system for scanning a 
parts master file Xo extract required data therefrom 
relating to parts to be ordered on the basis of information 
fed to the order issue managing system from the parts 
information system and the car information system, said 
order issue management system including; 

a common computer for controlling the parts 
information system and the car information system, 

a common parts master file standardized for the 
parts Information system and the car information system, 
the common parts master file having a coliunn in which an 
order type designatic»i parameter corresponding to the parts 
information system or the car information system is stored 
for eacix. entry, and 

a received order managing system, provided at an 
object parts supply factory, for receiving orders for parts 
issued by the order issue managing system and transmitted 
via a communication network and for printing out the 
required data relating to the ordered parts. 
5 • A parts supply instruction apparatuis according to 

any one of claims 1, 2, 3 or 4 wherein the order issue 
managing system includes means for selectively changing a 
parts supply system between at least two such systems by 
changing a designation parameter inserted in an order type 
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column of the parts master file between at least two 
deslgnaticn parameters which correspond to said at least 
two systess, respectively- 

6. A parts supply instruction apparatus according to 
any one et claims 1, 2 or 4, wherein information about 
parts to be supplied is transmitted electrically via the 
communication network frost the order issue managing system 
to the received order managing system and a Kanban is 
printed-cot by the received order managing system. 

7, A parts supply Instruction apparatus according to 
any of claims 1, 2 or 4. wherein the first sensor con«)rises 
a bar code sensor capable of reading a bar code printed on 
a Kanban* 

8, A parts supply instruction apparatus according to 
any one of claims 1, 2, 3 or 4 wherein the parts master 
file includes columns including a part code, a parts supply 
factory code and an assembly factory code. 

9. A parts supply instruction apparatus according to 
any one of claims 1, 2, 3 or 4 wherein the order issue 
managing system is electrically connected to a host 
computer in which the parts roaster file is stored. 
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